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SPECIFICATION 



METHOD FOR EXAMINING 
FOREIGN MATTERS IN THROUGH HOLES 



TECHNICAL FIELD 

[0001] The present invention relates to a method for examining foreign 

matters in through holes, and more particularly to a method that is suitable for 
examining the presence or the absence of foreign matters in through holes each 
having a diameter of several ten micron millimeters. 



BACKGROUND TECHNOLOGY 

[0002] Examinations are generally conducted on through holes each 

having a diameter of several ten ~ several hundred micron millimeters to check if a 
correct number of the through holes are opened, if any foreign matters are present 
in the through holes, and the like. Optical methods are generally conducted for 
such examinations. For example, an area sensor camera is used to photograph an 
examining surface of a work piece where through holes are formed, and an image 
processing apparatus is used to compare the result with a reference value to make a 
determination as to whether or not the result is good. However, in the conventional 
example described above, beside the image processing apparatus, an auto-focusing 
unit, a microscope, and electron beams are required, whereby the examination is 
conducted for each one of the through holes, or with an expanded image that is 
expanded at a high level of magnification. 

[0003] In a general structure of this type of examination apparatus, as 

shown in Fig. 14, a work piece 1 having through holes is disposed at a fixed 
position, a light source 2 is disposed on a lower side thereof and an image taking 
device that integrates a microscope unit 3 and an area sensor camera 4 is disposed 
on an upper side thereof. The image taking device can be elevated or lowered by a 
Z-axis automatic control system 5, and the area sensor camera 4 is connected to an 
image processing apparatus 7 through an automatic focusing unit 6. The 
examination apparatus is used to photograph the work piece 1 having a plurality of 
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through holes 8 as shown in Fig. 15. An image is taken for every one of the through 
holes 8 as one unit, and a comparing process is conducted to compare a pixel area of 
a reference through hole and a pixel area of a measured through hole to determine 
as to whether the through hole is good or bad. For example, when a foreign matter 
is present in the through hole 8, the amount of the passing light is reduced, and 
therefore the measured pixel area becomes smaller, such that the through hole 8 
having a pixel area that is below a specified threshold value is determined as being 
defective. 

[0004] However, the conventional method described above has the 

following problems. When the number of through holes increases, it takes too long 
to conduct the examination. When a highly magnified image is to be taken, 
demands for mechanical precision of the apparatus become stricter, and therefore 
its manufacturing cost becomes higher. In other words, because the depth of focus 
becomes narrower, the automatic focusing unit 6, the automatic-control system for 
camera's z-axis 5, and the like are required. Also, because the range of field of view 
becomes narrower, the table on which the work piece 1 is mounted requires a high 
positioning accuracy. 

[0005] Furthermore, when foreign matters in through holes are 

examined by the photographing method using the conventional area sensor camera, 
the number of pixels is limited and therefore its resolving power is limited. In 
particular, when foreign matters are light-transmissive, their recognition is 
extremely difficult, and therefore there are possibilities to erroneously detect good 
products as bad products. . 

[0006] The present invention focus on the problems of the conventional 

art described above, and it is an object of the present invention to provide a method 
and an apparatus for examining foreign matters in through holes, which can 
quickly make determinations with lowVosts and high accuracy. 

DESCRIPTION OF THE INVENTION \ 

[0007] To achieve throbject described above, a method for examining 

foreign matters in through holes in Accordance with an embodiment of the present 
invention comprises simultaneously taking light passing through a plurality of 
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through holes having a uniform size as image data, initially counting the number of 
light receiving regions, each being treated as a mass, corresponding to the imaged 
respective through holes, and conductmg a process to determine presence or 
absence of foreign matters by mutuallyVomparing areas of adjacent ones of the 

yy^ light receiving regions for only a work piece with a light receiving region count 

J \ 
QCf* value being concurred with a specified vame, In this case, the counting of light 

receiving regions may be conducted only fos those of the extracted light receiving 

regions whose area values are within a specified range. Also, when the number of 

light receiving regions counted in the step of counting the number of light receiving 

region does not concur with a specified value, tme examination may be ended. 

[0008] As described above, the present invention is composed such that 

Cf light passing through a plurality of through holes having a uniform size is 

ry simultaneously taken as image data, the number of light receiving regions, each 

^ being treated as a mass, corresponding to the imaged respective through holes is 

^ initially counted, and a process to determine presence or absence of foreign matters 

£m 

s is performed by mutually comparing adjacent ones of the light receiving regions for 

O 

Cj only a work piece with a light receiving region count value being concurred with a 

!i specified value. As a result, the following effect is attained. Even when area values 

01 

of light receiving regions that are subject to examination are extremely small, a 
countermeasure against error detection and detection failure that may occur in a 
process of mutually comparing areas of adjacent light receiving regions can be 
provided in a prior first stage in which a process of counting the number of the light 
receiving regions is performed. 

[0009] More concretely, lighA passing through a plurality of through 

holes having a uniform size is simultaneously taken as image data, the number of 
light receiving regions corresponding to the\imaged respective through holes is 
^lj^v initially counted, and a process to determineVpresence or absence of foreign matters 
/ is performed by mutually comparing areas of adjacent ones of the light receiving 
regions for only a work piece with a light receiving region count value being 
concurred with a specified value, and when the number of light receiving regions 
counted in the step of counting the number of ligr^t receiving region does not concur 
with a specified value, the examination is ended. 
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[0010] Furthermore, the present invention may be composed such that 

light passing through a plurality of through holes having a uniform size is 
simultaneously taken as image data, the image data is divided into groups and read 
for each examination region, the number of light receiving regions corresponding to 
the imaged respective through holes in the examination region is initially counted, 
and a process to determine presence or absence of foreign matters is performed by 
mutually comparing areas of adjacent ones of the light receiving regions for only a 
work piece with a counted number of light receiving regions being concurred with a 
set value. 

[0011] Furthermore, an image may be taken with an imaging focal 

□ point of a sensor camera being shifted from a surface of the work piece, such that 
pg the image is taken with an image area of the light passing through the through hole 
J*} being expanded. 
GJ 

m BRIEF DESCRIPTION OF THE DRAWINGS 

[0012] Fig. 1 shows a composition of an apparatus for examining 

foreign matters in through holes in accordance with one embodiment of the present 

61 invention. 

'O 

jU [0013] Fig. 2 shows a perspective view of a main portion of the 

apparatus. 

[0014] Fig. 3 shows a relation between a line sensor camera used in the 

apparatus of the present embodiment and a work piece 

[0015] Fig. 4 shows a principle of imaging by the apparatus of the 

present embodiment and an example of a photographed image of light passing 
through a through hole. 

[0016] Fig. 5 shows a principle of an ordinary imaging and an example 

of a photographed image of light passing through a through hole. 

[0017] Fig. 6 shows a flow chart of a process by the apparatus of the 

present embodiment. 

[0018] Fig. 7 is an illustration to describe pattern matching. 

[0019] Fig. 8 shows a flow chart of an examination of the number of 

masses and an example of a measured image. 



Si 



4 




Serial No. 09/821,816 



[0020] Fig. 9 is an illustration to describe a photographed image of a 

work piece. 

[0021] Fig. 10 is a graph showing a relation between locations of 

through holes of a work piece and area values thereof. 

[0022] Fig. 11 is a basic flow chart of an adjacent area determination 

process. 

[0023] Fig. 12 is a flow chart of a concrete process to determine 

adjacent areas in the flow chart shown in Fig. 11. 

[0024] Fig. 13 shows graphs of relations between through hole locations 

and through hole area values in examined results in a forward direction and a 
reverse direction. 

[0025] Fig. 14 shows a composition of a conventional foreign matter 

examination apparatus. 

[0026] Fig. 15 is an illustration to describe examinations by the 

conventional apparatus. 

BEST MODE EMBODIMENTS OF THE PRESENT INVENTION 

[0027] A method for examining foreign matters in through holes in 

accordance with an embodiment of the present invention is described in detail with 
reference to the accompanying drawings. 

[0028] Fig. 1 shows a block diagram of a structure of a through hole 

examination apparatus that performs a method for examining foreign matters in 
through holes in accordance with one embodiment of the present invention. Fig. 2 
shows a perspective view of components of a main part of the apparatus. As shown 
in these figures, in principle, a light source 12 is disposed below a lower surface of a 
work piece 10 in a plate shape having a plurality of through holes arranged in 
columns, and light is irradiated toward the through holes from the rear side of the 
work piece 10. On the other hand, a line sensor camera 14 having a plurality of 
imaging is disposed above an upper surface of the work piece 10, and light passing 
through the through holes is imaged by the line sensor camera 14. Therefore, the 
work piece 10 is irradiated with light by the light source 12 disposed on one plane 
side of the work piece 10, and an image is taken by the line sensor camera 14 that is 
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disposed on the opposite side of the light source 12 across the work piece 10. As 
shown in Fig. 3, the line sensor camera 14 and the light source 12 are translated 
relative to the work piece 10 to take plane images of the passing light. Detection of 
foreign matters is conducted using the following characteristic. When there is a 
foreign matter in a through hole, light is blocked by the foreign matter, and an area 
value representative of the light receiving region becomes smaller. In one 
embodiment, the line sensor camera 14 takes an image with about 5000 pixels for 
the width of the field of view. By the use of the line sensor camera 14, a higher 
resolving power is obtained to the extent that the resolving power per one pixel can 
be improved to about 3|j,m. It is noted that the example shown in the figure 
simultaneously examines three work pieces 10. Accordingly, the light sources 12 
and the line sensor cameras 14 are provided in three pairs. However, the 
examination can be conducted with one unit. 

[0029] The line sensor camera 14 may be translated relative to the 

work piece 10 to take plane images. As shown in Figs. 1 and 2, in accordance with 
the present embodiment, the work piece 10 is mounted on an XY table 16, and 
moved for scanning in a direction perpendicular to the columns of the imaging 
elements. 

[0030] A fixing jig 18 is used to clamp the work piece 10 to place the 

work piece 10 at a predetermined fixed position on the XY table 16. The fixing jig 
18 is formed from a lower jig 18D and an upper jig 18U, and is positioned and 
affixed at a specified location on the table by an appropriate fixing device. Slits 20 
corresponding to the columns of the through holes of the work piece 10 are formed 
in the fixing jig 18, such that light is transmitted through the slits 20 and taken by 
the line sensor camera 14. Also, the light source 12 disposed below a lower surface 
of the XY table 16 is formed from a line-like lighting. Further, a diffuser plate 22 is 
mounted on the lower surface of the table to mitigate irregularities in the light 
intensity of light emitted from the light source 12 so that the light is uniformly 
irradiated on the columns of the through holes. 

[0031] By the structure described above, the work piece 10 is moved by 

the XY table 16, and light passing through the column of the through holes is 
received by the line sensor camera 14 to take an image. Data representative of the 
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image is inputted in an image processing device 24, and a determination device 
built in the image processing device 24 determines the presence or the absence of 
foreign matters in the through holes. When an image is taken, a determination can 
be difficult if a foreign matter is light transmissive. In accordance with the present 
embodiment, the position of the focal point of the line sensor camera 14 is not 
concurred with the surface of the work piece 10, but is set at a position shifted from 
the surface of the work piece. In other words, the line sensor camera 14 is 
positioned at a distance (L+a) from the through hole of the work piece 10, which is 
longer than a focal length L, in order to apparently expand the area of the 
photographed image of the passing light. 

[0032] An illustration of the principle is shown in Fig. 4, and a 

comparison example is show in Fig. 5. First, the line sensor camera 14 is equipped 
with a sensor main body 26 in which a plurality of imaging elements such as CCD 
elements or C-MOS semiconductor elements are linearly arranged, a close-up 
photographing ring section 28 and an optical lens 30 (see Fig. 4). In general, as 
shown in Fig. 5 (1), the close-up photographing ring 28 is adjusted such that the 
sensor camera is set at a position (at a focal distance L) with its focal point being 
concurred with a plane of an opening of the through hole 32 formed in the work 
piece 10, to take in an image corresponding to the size of the opening of the through 
hole 32. However, in accordance with the embodiment of the present invention, the 
focal point is set to be located above the surface of the work piece 10 (toward the 
sensor side). In the photographed image under a focused condition, a region in 
which the passing light is blocked by a foreign matter in the through hole is 
detected as an area of, for example, two pixels as shown in Fig. 5 (2). In contrast, in 
accordance with the embodiment of the present invention, as shown in Fig. 4 (2), 
the region can be detected as an area of 8 pixels. In other words, under the focused 
condition, only the light passing through the opening section of the through hole 32 
is detected. However, under an out-of-focus condition in accordance with the 
embodiment of the present invention, although the light intensity per unit area is 
reduced, an area value of the light receiving region in the photographed image 
corresponding to the through hole 32 is enlarged and an area of the foreign matter 
is likewise apparently enlarged. By the structure described above, a measured 
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value, in other words, an area value of passing light amount X is defined by the 
following formula: 

[0033] X = (S - a) p, 

[0034] where S is an area value of the light receiving region 

corresponding to the through hole 32, a is an area value of the foreign matter 
region, and P is an area expansion coefficient (P > 1) due to the out-of-focus effect. 
When P = 1, the focal point concurs with the surface of the work piece. 

[0035] In this manner, the position of the focal point of the line sensor 

camera 14 is not concurred with the through hole 32 of the work piece 10 such that 
it is shifted from the through hole 32 of the work piece 10 to positively create an 
out-of-focus condition. As a result, the photographed image is apparently expanded, 
whereby the detection power to detect foreign matters is increased. 

[0036] A detected signal from the line sensor camera 14 is inputted in 

an image processing device 24 that is formed from a computer, and a plurality of 
binary image data corresponding to the plurality of through holes 32 in the work 
piece 10 is obtained. The image processing device 24 is equipped with a 
determination device that performs a determination process to count the number of 
light receiving regions corresponding to the respective through holes 32 based on 
the binary image data and determines as to whether or not the counted number is 
the same as a set value, and a determination process to compare adjacent areas to 
make a determination as to whether or not foreign matters are present. 

[0037] Fig. 6 shows a flow chart of a series of the processes described 

above. More specifically, the image processing device 24 equipped with the 
determination device takes in a region including a plurality of examination ranges 
in a lot as an image through the line sensor camera 14 (step 100), and performs a 
pattern matching for correcting positions of the examination ranges (step 200). If 
the pattern matching finds a positional deviation from a reference image, the 
position of the examination ranges is corrected (step 300), and as a pre-process prior 
to the examination, the taken image is subject to a binarizing process (step 400). 
The steps described so far are a process performed by the image processing device 
24. Then, a good-or-bad determination process is performed. First, in order to 
confirm if the through holes are present in a specified number, each of the light 
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receiving regions corresponding to the respective through holes 32 is recognized as 
one mass, and the number of the masses is counted to determine if the through 
holes are opened in the specified number (step 500). Then, finally, a comparison 
process to compare adjacent areas is conducted to make a good-or-bad 
determination depending on the absence or the presence of foreign matters (step 



described. If there is a positional deviation with respect to a reference image, there 
is a possibility that the through holes 32 as an object to be examined may be located 
outside the examination range. Therefore, the pattern matching process in step 200 
is conducted to correct any positional deviation with respect to the reference image 
at each time the examination is started, or each time an image is taken. As shown 
in Fig. 7 (a), a normal image taking range (two-dot and dash line) with respect to 
the work piece 10 is set as a reference image. Relative distances to examination 
ranges (dot and dash line) that enclose columns of through holes are obtained based 
on a search pattern (•) set on the work piece 10. When the position of an image 
taken deviates, as shown in Fig. 7(b), the examination ranges are moved to be 
consistent with the relative positions between the search pattern and the 
examination ranges, such that the columns of the through holes as an object to be 
examined are located within the examination ranges, as shown in Fig. 7 (c). 

[0039] The automatic binarizing process in step 400 is a process that is 

ordinarily conducted in the image processing. The line sensor camera performs this 
process in order to discriminate CCD elements that receive the light passing 
through the through holes from CCD elements that do not receive the passing light 
to carry out image measurements. In this process, area values and characteristic 
amounts are obtained. It is noted that the automatic binarizing process described 
herein is not intended to fix binary levels, but instead it is a function to have the 
binary levels automatically adjusted in order to cope with some variations in the 
light amount. 

[0040] The image processing device 24 performs the steps described so 

far. Image data obtained by the above-described process is sent to the 
determination device in which, as the good-or-bad determination, the count process 



600). 



[0038] 



Next, concrete process contents of each of the steps are 
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in step 500 to count the number of the light receiving regions is initially conducted, 
and then the adjacent area determination process is conducted in step 600. The 
count process to count the number of the light receiving regions compares the 
numbers of the light receiving regions in the examination regions that meet a given 
condition to determine whether or not they are in the same number. A concrete 
examination flow is shown in Fig. 8 (1). To count the number of areas that can be 
recognized as the light receiving regions corresponding to the individual through 
holes 32, first, light receiving regions that meet the given condition are detected 
(step 510). The given condition includes color of an object to be measured, an area 
upper limit value of the object to be measured, and an area lower limit value of the 
object to be measured. The color of the object to be measured is binarized, and 
therefore "white" or "black" is selected. When an area value exceeds the area lower 
limit value and the area upper limit value, such area value is not recognized as a 
light receiving region. 

[0041] For example, as shown in Fig. 8 (2), when five candidate light 

receiving regions are detected, and they have area values with the numbers 
indicated in parentheses. When the area lower limit value is 100 and the area 
upper limit value is 800, the number of the light receiving regions that meet this 
condition is three "3". When the light receiving regions that meet the condition are 
detected, the detected number and a set value are compared (step 520). The set 
value is a prescribed value of the number of through holes that are to be enclosed in 
the examination region. When the number of the through holes concurs with the 
prescribed number, the process proceeds (in step 530) to the adjacent area 
determination process (step 600). When it does not concur with the prescribed 
number, the number of through holes is determined to be defective and an 
examination ending process is conducted (step 540). 

[0042] The light receiving region count process functions as a 

countermeasure against detection failures in the following adjacent area 
determination, can be used to determine the type of an object work piece to be 
examined, and further can function to avoid waste in the image processing process. 
In other words, the determination process mutually compares adjacent through 
holes (step 600). There is a risk that a foreign matter detection failure may occur. 
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Namely, when all of the light receiving regions in the examination range are bad, 
all mutually compared values (area value differences) may become small, such that 
they cannot be determined as bad through holes. However, by performing the 
counting and determination of the number of light receiving regions prior to such a 
process, the occurrence of detection failures can be prevented. Also, a plurality of 
examination ranges can be set, and the number of light receiving regions (through 
holes) can be set individually for each of the examination ranges as a unit. 
Therefore, depending on combinations of the examination ranges in an image taken, 
the type of the work piece can be readily determined. For example, discriminations 
can be made among a work piece with three examination ranges and the number of 
set light receiving regions (through holes) in each of the examination ranges being 
50, 50, 50, a work piece with three examination ranges and the number of set light 
receiving regions being 30, 30, 30, and a work piece with two examination ranges 
and the number of set light receiving regions being 30, 20. Furthermore, when the 
number of the light receiving regions does not concur with the set value, a process 
to stop the examination of the work piece is conducted (step 540). As a result, the 
processing load in the image processing device 24 is alleviated, and therefore the 
processing time can be shortened. 

[0043] After the light receiving region count process is completed, the 

adjacent area determination process in step 600 is successively conducted. In this 
process, each of the light receiving regions is not compared with the reference area 
values (the upper limit value and the lower limit value). Instead, an area difference 
between adjacent light receiving regions corresponding to adjacent ones of the 
through holes 32 is obtained, and a good-or-bad determination is made depending 
on whether the area difference is greater than a specified area difference. Namely, 
an area of each of the light receiving regions corresponding to the respective 
through holes in each of the examination ranges in the image taken is obtained. 
For example, as shown in Fig. 9, they are obtained as No. 1: 350, No. 2: 330, No. 3: 
250, No. 4: 330, and so forth, and differences among the detected areas of the 

light receiving regions are calculated. When the area difference is within a 
reference value, the target through holes are renewed by one and an area difference 
between them is obtained. When the area difference exceeds the reference value, 
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the one with a larger diameter is taken as a reference and is compared with the 
measured area of the next light receiving region. For example, when the. reference 
value of an area difference is "50", an area difference between No. 1 and No. 2 is "- 
20", which is acceptable. Then, the through holes are renewed by one, and an area 
difference between No. 2 and No. 3 is obtained. In this case, the difference is "80", 
which exceeds the reference value. Accordingly, No. 2 with a larger area is accepted 
(OK), and No. 3 with a smaller area is determined as unacceptable (NG). No. 2 is 
taken as the next target through hole, and is compared with No. 4. Good-or-bad 
determination can be made in this manner using the fact that the presence of a 
foreign matter reduces the area of a light receiving region. 

[0044] If area values of light receiving regions of the through holes 32 

that are subject to the examination are extremely small, the foreign matter 
detection condition becomes stricter. As a result, due to individual conditions of 
work pieces that may be caused by, for example, bends in the work pieces, or at 
each time an image is taken, variations in the areas of the light receiving regions 
corresponding to the respective through holes occur. Therefore, if absolute 
threshold values are set for good-or-bad determination, the following problems may 
occur. As shown in Fig. 10, a determination may be made that an area value is 
small even though a foreign matter is not present, and error detection is made (at a 
section A in Fig. 10). On the other hand, a defective portion may not be detected 
because an area value of the light receiving region is large even though it is 
defective (at a section B in Fig. 10). Accordingly, in accordance with the 
embodiment of the present invention, area values of the light receiving regions 
corresponding to adjacent ones of the through holes 32 are compared. As a result, a 
stable examination without error detection can be conducted, and without being 
influenced by so-called tendency values such as bend of work pieces. 

[0045] A flow of a concrete example of the adjacent area determination 

process is shown in Fig. 11. The process is started (step 530) for a work piece 10 as 
an area determination object that is determined as "acceptable" (OK) in the initial 
step of the process to count and determine the number of light receiving regions 
(through holes) (step 500). 
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[0046] In accordance with the embodiment of the present invention, the 

through holes that are subject to the examination are arranged in a column. In this 
case, the determination process is conducted in a forward direction from No. 1 to 
No. n (step 620), which are numbered using a labeling function (numbering 
function) of the image processing device 24, and then the determination process is 
conducted in a reverse direction from No. n to No. 1 (step 630). Then, ANDs (logical 
products) of the measured results in the forward direction and the reverse direction 
are obtained for a final good-or-bad determination (step 640). Even when a 
plurality of through holes 32 that are subject to the examination are not arranged 
in a line, they can be similarly processed if the examined objects within the same 
examination range have a uniform size. In this case, a labeling function of the 
image processing device can be used, such that area differences among light 
receiving regions are obtained in the labeled order. The labeling is conducted by 
numbering them in order based on their coordinates. 

[0047] Fig. 12 shows a process flow of a concrete example of the 

determination of areas of light receiving regions corresponding to adjacent ones of 
the through holes. Area values of the light receiving regions corresponding to the 
plural through holes within an examination region in the image taken by scanning 
the work piece 10 are obtained. Initially, a parameter is set for the first 
determination (step 621). An area value of the light receiving region for the 
through hole No. 1 is set as a parameter A that is defined as an area value of the 
light receiving region of a through hole to be compared, and an area value of the 
light receiving region for the adjacent through hole No. 2 that is an object to be 
examined is set as a parameter B. A variable is set for the next examination to 
shift the light receiving regions corresponding to the through holes that are subject 
to the examination (step 622). Then, areas of the light receiving regions of the 
adjacent through holes 32 are mutually compared (step 623). In this comparison 
process, a difference of the areas of the light receiving regions (A — B) is compared 
with a specified value, and a determination is made by the following formula: 

[0048] A - B | £ Specified value 

[0049] The specified value may be determined based on the size of the 

through hole 32, the size of a foreign matter, or the like. 
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[0050] When the area value difference is within the specified value, the 

through hole A is determined as a good one, and at the same time, the parameter B 
is changed as parameter A. (step 624). When the area value difference exceeds the 
specified value, the area values for A and B are compared (step 625), one of the 
through holes that corresponds to a light receiving region with a smaller area value 
is determined as a bad through hole. This is because, when a foreign matter is 
present, the area becomes smaller. In the case of A < B, an unacceptable (NG) point 
is A, and the point B is renewed as a light receiving region area value of the 
through hole that is subject to the next comparison (step 626). In the case of A > B, 
an unacceptable(NG) point is B, and the point A is continuously maintained as a 
light receiving region area value of the through hole that is subject to the next 
comparison (step 627). Then, the light receiving regions of the through holes that 
are subject to the examination are shifted (step 628). The above steps are repeated 
until the number of the through holes reaches a specified number of the through 
holes (step 629). 

[0051] The determination process for determining areas of the light 

receiving regions of the adjacent through holes is conducted for the column of the 
through holes in the forward direction and in the reverse direction. The measured 
results are shown in Table 1 and Table 2 below. These results are obtained for the 
case in which there are 13 through holes, and a determination is made with the 
specified value being set at 100. Table 1 shows the results in the case of the 
forward direction, and Table 2 shows the results in the case of the reverse direction. 
Also, Fig. 13 (1) is a graph showing positions of the through holes and area values of 
the light receiving regions of the through holes in the forward direction, and Fig. 13 
(2) shows that in the reverse direction. 
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[Table 2] 



« Determination of adjacent areas in the reverse direction » 



Position of 
through hole 


Area value of 
light 
receiving 
region (B) 


Area value of 
light 
receiving 
region to be 
compared (A) 


Position of 
through hole 
to be 

compared 


Area 

difference 


Determination 


13 


200 




— 





NG 


12 


308 


200 


13 


108 


OK 


11 


312 


308 


12 


4 


OK 


10 


310 


312 


11 


2 


OK 


9 


305 


310 


10 


5 


OK 


8 


200 


305 


9 


105 


NG 


7 


184 


305 


9 


121 


NG 


6 


307 


305 


9 


2 


OK 


5 


306 


307 


6 


1 


OK 


4 


304 


306 


5 


2 


OK 


3 


143 


304 


4 


161 


NG 


2 


150 


304 


4 


154 


NG 


1 


143 


304 


4 


161 


NG 



[0052] In Table 1, when the through hole position No. 2 is initially 

subject to the examination (as being B), and No. 1 (A) and No. 2 (B) are compared, 
an area difference thereof is within the specified value, and therefore a 
determination is made that No. 1 is acceptable (OK). When the through hole 
position No. 3 is subject to the examination, and No. 2 and No. 3 are compared, an 
area difference thereof is within the specified value, and therefore a determination 
is made that No. 2 is acceptable (OK). In the case of No. 3 and No. 4, an area 
difference is 161 in which the area value of No. 4 is greater, and a determination is 
made that No. 4 is acceptable (OK), and No. 3 is not acceptable (NG). Also, for 
example, when the through hole position No. 7 is subject to the examination, No. 7 
is determined to be unacceptable (NG) because the through hole No. 6 that is 
subject to a comparison has a light receiving region area corresponding thereto is 
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larger (A > B), and No. 6 is made subject to the next comparison. The process and 
determination are similarly conducted for the other through holes. Also, in the 
determinations in the reverse direction shown in Table 2, a difference obtained in 
comparison between No. 13 (as being B) and No. 12 (as being A) is 108, in other 
words, B > A. Accordingly, in step 626, No. 13 is determined to be unacceptable 
(NG), and No. 12 is determined to be acceptable (OK). By performing these 
processes, the determination results in the forward direction and the reverse 
direction shown in Table 1 and Table 2 are obtained. 

[0053] The determination process is used to make a final good-or-bad 

determination for through hole positions. As shown in step 640 (Fig. 11), ANDs 
(logical products) of the measured results in the forward direction and the reverse 
direction are obtained to make a final good-or-bad determination. Results of the 
determination process are shown in the next table. 
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Good-or-bad determination for through hole positions 


CO 
t-H 


NG 


NG 


O 
£ 


(M 
t-H 


OK 


OK 


OK 


t-H 
t-H 


OK 


OK 


OK 


o 

t-H 


OK 


OK 


OK 


a* 


OK 


OK 


OK 


OO 


NG 


NG 


NG 


O- 


NG 


NG 


NG 




OK 


OK 


OK 


to 


OK 


OK 


OK 




OK 


OK 


OK 


CO 


NG 


NG 


NG 


<M 


OK 


NG 


NG 


rH 


OK 


NG 


NG 




Forward 
direction 


Reverse 
direction 


AND 
determi- 
nation 
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[0054] In this manner, good-or-bad determinations are made for each of 

the forward direction and the reverse direction, and ANDs of these results are 
obtained. As a result, a good-or-bad determination for the through hole that is 
located at the start of the examination and the last through hole can be correctly 
made. 

[0055] By the method and apparatus for examining foreign matters in 

through holes in accordance with the embodiment of the present invention, for 
example, a work piece 10 having a plurality of through holes is scanned across by a 
line sensor camera 14 to take an image of a region including a plurality of 
examination ranges in a lot. The number of light receiving regions and areas of the 
light receiving regions are obtained based on light passing through the through 
holes for each of the examination regions that are set in the image taken. As a 
result, the processing speed is substantially increased compared to an examination 
process in which each and every through hole is compared. In other words, an 
image of a wide range is taken, and a plurality of through holes are processed in a 
lot. Although depending on the shape of work pieces, currently, image data that 
corresponds to about 300 through holes is taken in a lot, the efficiency is 
substantially high. Also, since an image is taken with the position of the focal point 
of the line sensor camera 14 being shifted, a transparent foreign matter in a 
through hole can create a large difference in the light receiving region area 
compared to a normal through hole, such that the comparison and determination 
can be readily made. The size (area) of a detectable transparent foreign matter is 
15% or greater than a light receiving region area of a reference through hole. It is 
noted that, if foreign matters are colored, much smaller sized foreign matters can be 
detected. 

[0056] In determination of foreign matters, a determination is initially 

made to confirm if light receiving regions within an examination range are present 
in the same number as a specified number of through holes. As a result, the 
occurrence of detection failures in the process of determining areas of light receiving 
region areas of adjacent through holes in the second determination process. When 
the light receiving regions are not recognized as being in the number equal to the 
specified number of through holes, the examination process for the work piece 10 is 
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stopped. Therefore, the process load in the image processing device 24 is alleviated. 
Differences in the areas of light receiving regions of adjacent through holes are 
obtained only for work pieces with a specified number of through holes. An area 
value of a light receiving region for each of the through holes is not compared, but 
area values of light receiving regions for adjacent through holes are compared with 
each other. As a result, error detection or detection failures that may be caused by 
bends of work pieces do not occur. 

[0057] It is noted that, by examining under an out-of-focus condition, 

the conditions for examining foreign matters may become strict, and deviations may 
occur in area values of light receiving regions for the through holes among different 
work pieces or at each time an image is taken. Therefore, if area values of light 
receiving regions for through holes are simply compared with reference area values 
as threshold values to make good-or-bad determinations, there may be possibilities 
of detection errors and detection failures. However, by conducting the process in 
which area values of light receiving regions of adjacent through holes are compared 
with each other, stable examinations can be conducted. 

[0058] It is noted that the above-described method is also applicable to 

a composition in which an area sensor is used instead of a line sensor. Such an 
apparatus composition can be realized by mounting an area sensor camera instead 
of the line sensor camera 14 shown in Fig. 1. When a work piece 14 is imaged using 
the area sensor camera, each through hole 32 may be imaged as one unit. However, 
for a quicker process, a plurality of through holes in a group may preferably be 
taken in a lot as image data. The area sensor camera receives light passing 
through the through holes 32, light receiving regions of the respective through holes 
32 are binarized, and area values of the light receiving regions are obtained by 
counting imaging elements in each of the regions. In this manner, an area of each 
of the light receiving regions for the respective through holes 32 is determined as 
one mass, and the number of the areas is obtained. The number is compared with a 
reference through hole number to make a good-or-bad determination. Then, the 
area values of the light receiving regions corresponding to the respective through 
holes 32 are compared with one another, wherein the presence or the absence of 
foreign matters can be determined. This determination process can be conducted in 
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the same manner as conducted for image data that is taken by the line sensor 
camera 14 described above. 



following effects are obtained. Namely, the line sensor camera 14 may not 
necessarily be required, but an area sensor camera may be used to compare the 
number of the light receiving regions corresponding to the through holes 32 to that 
of the reference through holes in a manner similar to the above. Only when the 
light receiving regions are present in the number of the reference through holes 32, 
a process to determine as to whether a foreign matter is present may be conducted. 
Even when work pieces 10 are bent, foreign matters can be examined with high 
accuracy with a simple facility structure compared to the conventional method. 



[0059] 



In accordance with the embodiment described above, the 
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